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Description
TECHNICAL FIELD

[0001] The present invention relates to a method of
creating a hardened steel assembly from at least two
parts, wherein joining of the at least two parts comprises
a welding process, which welding process is one of spot
welding, laser welding or gas metal arc welding.

BACKGROUND ART

[0002] Today most manufacturing processes involve
the manufacture of more or less complicated structures
from several parts of metallic material such as steel, see
for example US 3836748 A upon which the preamble of
claim 1 is based. To achieve a solid structure various
welding techniques are used to join these parts together
in a durable fashion. In the case of vehicle cages, see
for example US 2002/104591 A1, the durability of these
cages are of paramount importance for the safety of ve-
hicle operators and passengers e.g. in case of accidents
such as collisions. The strength of the welds between
these parts is critical for the durability of the structure,
especially under load.

[0003] A commonly used process for enabling UHSS
(Ultra High Strength Steel) involves hardening the parts
by various means to achieve hot formed parts
(US3257835, Method for hot forming metal) and subse-
quently pressing them to achieve the desired shape, as
well as allowing them to cool. What follows are a variety
of post-processing techniques aimed at achieving vari-
ous qualities of the material. After said post-processing,
said metallic parts are joined together by various welding
techniques. Such welding techniques may include spot-
welding, laser welding, gas metal arc welding (GMAW)
etc. During such welding processes heat added leads to
a phase change from a martensite structure to contain
also bainite, ferrite and/or perlite structure in the already
hotformed parts. The bainite, ferrite and perlite structures
have the effect of lowering the durability of the material,
for example, the elongation (Ag,) of martensite is about
5% whereas the same value for ferrite and perlite is great-
erthan 15%. The proof stress (R ) and tensile strength
(R, of martensite compared to ferrite and perlite are
1050 MPa versus 450 MPa and 1500 MPa versus 600
MPa respectively. These properties are of great impor-
tance for the ability of a material to provide an effective
seal and withstand stress, critical aspects of durability.
Especially affected are the heat-affected zones (HAZ).
The HAZ are defined as the regions around a weld center
susceptible to structural change due to the heating re-
sulting from the welding, in the range of 3,5 mm to 7 mm
from the weld center. Structural change in these areas
may lead to the creation of metallurgical notches which
are especially susceptible to cracks when loaded.
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SUMMARY OF THE INVENTION

[0004] The object of the present invention is therefore
to overcome the problems mentioned above. This object
is achieved by the method of the appended claims.
[0005] According to one aspect of the present inven-
tion, the method of creating a hardened steel assembly
from at least two parts comprises the consecutive steps
of first joining the parts in a cold formed state to form an
assembly, followed by hardening the joined assembly,
wherein the hardened steel assembly is removed from
the hardening at a temperature between 80 and 100 de-
grees centigrade. By performing the hardening process
after the joining of the parts, a fully martensitic structure
in the steel and joints is achieved. Said method leads to
improved strength in and around the joints and increased
durability of the assembly.

[0006] The joining of the at least two parts comprises
a welding process. Known welding processes are for in-
stance, but not limited to, spot welding, laser welding and
gas metal arc welding. When the hardening process is
performed after the welding, a fully martensitic structure
isachieved notonly inthe partitself but also inand around
the welded joints. Said method thus allows for a structure
without metallurgical notches like in prior art with the HAZ.
The method according to said aspect leads to improved
strength in and around the welds and increased durability
of the assembly.

[0007] According to yet another aspect of the present
invention, atleastone of the parts is cold formed by press-
ing before the hardening process. By pressing the parts,
adesired shape of the parts can be achieved forinclusion
in an assembly. A further advantage of pressing before
the hardening process is that the parts are more easily
shaped into the desirable shapes because the parts can
be pressed in several steps. Thus, closed structures can
be achieved whereas when pressed in warm state there
is generally one pressing available and as a result only
open structures can be produced in this classic way.
[0008] According to a further aspect of the present in-
vention the hardening process is followed by tempering.
For steel, tempering is usually performed after hardening,
to reduce some of the excess hardness, and is done by
heating the steel to a much lower temperature than was
used for hardening. The exact temperature determines
the amount of hardness removed, and depends on both
the specific composition of the alloy and on the desired
properties in the finished product.

[0009] Preferably, the steel used in the process of the
present invention is boron steel. Manufacturing the part
from boron steel increases strength, decreases cracking,
and lowers the possibility of distortion of said part.
[0010] In one aspect of the invention, the method is
used to achieve enhanced durability in an assembly used
in a product expected to be able to withstand large loads.
One example of such an environment is components of
vehicles, where said vehicles may be the target of stress
in e.g. collisions or accidents. One such embodiment is



3 EP 2799 178 B1 4

in a vehicle sub assembly such as e.g. a vehicle safety
cage. The method disclosed in the present invention can
advantageously be incorporated in a vehicle construction
line, in order to facilitate mass production of vehicles in-
corporating the methods detailed in the present inven-
tion.

BRIEF DESCRIPTION OF THE DRAWINGS

[0011] The invention will now be described in more de-
tail with reference to the enclosed figures.

Figures 1a-1e show the various steps of the method
according to the present invention.

Figure 2 is a perspective view showing an example
of a safety cage assembled according to the present
invention.

DETAILED DESCRIPTION

[0012] Figure 1a symbolizes the first step of the meth-
od according to an example of the present invention
where at least one part 2, 3 of the assembly 1 to be cre-
ated is cold formed by pressing. Other examples of cold
forming are for instance pressing and rollforming.
[0013] The second step shown in figure 1b, the parts
2, 3 are joined. Preferably the parts are joined by means
of a welding device 5. Further examples include laser
welding, GMAW, and spot welding.

[0014] In the third step shown in figures 1c and 1d, the
assembly 1 is hardened, i.e. first heated (see figure 1c)
and then cooled (see figure 1d).

[0015] Finally the hardened steel assembly is removed
from the hardening when the temperature reaches some-
where between 80 and 100 degrees centigrade (figure
1e). Ifthe hardened steel assembly is removed at a higher
temperature the advantage is that the overall process
will be faster. On the other hand, it is more difficult to
handle due to the high temperature and there is also the
risk that the assembly will change its form because of
the handling at the high temperature. If the hardened
steel assembly is removed at a lower temperature than
80 to 100 degrees centigrade the only thing affected is
the process time.

[0016] Figure 2 shows an example of a safety cage 4
assembled according to the presentinvention. The safety
cage 4 is an example of the final assembled, welded and
hardened part. Preferably the safety cage 4 is made from
boron steel.

[0017] The foregoing is a disclosure of an example
practicing the present invention. However, it is apparent
that the method incorporating modifications and varia-
tions will be obvious to one skilled in the art. Inasmuch
as the foregoing disclosure is intended to enable one
skilled in the art to practice the instant invention, it should
not be construed to be limited thereby, but should be
construed to include such modifications and variations
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as fall within the scope of the claims. For instance, two
or more sheets of steel could be joined in a first step and
thereafter pressed to a desired shape before the hard-
ening process.

Claims

1. A method of creating a hardened steel assembly (1)
from at least two parts (2, 3), wherein joining of the
at least two parts comprises a welding process,
which welding process is one of spot welding, laser
welding or gas metal arc welding, characterised in
that the method comprises the consecutive steps of
first joining the at least two parts (2, 3) in a cold
formed state to form an assembly, followed by hard-
ening of the joined assembly (1), wherein the hard-
ened steel assembly is removed from the hardening
at a temperature between 80 and 100 degrees cen-
tigrade.

2. A method according to claim 1, further comprising
that atleast one of the parts (2, 3) is formed by press-
ing before the hardening process.

3. A method according to any of the preceding claims,
wherein said steel is boron steel.

4. A method according to any of the preceding claims,
wherein said assembly fully or in part constitutes a
vehicle sub assembly.

5. A method according to claim 4, wherein said vehicle
sub assembly is a vehicle safety cage (4).

6. A method of manufacturing a vehicle safety cage
comprising the method according to any of the pre-
ceding claims.

Patentanspriiche

1. Verfahren zur Erzeugung einer geharteten Stahlan-
ordnung (1) aus mindestens zwei Teilen (2, 3), wobei
das Verbinden der mindestens zwei Teile einen
Schweillprozess umfasst, wobei der Schweil3pro-
zess Punktschweil3en, Laserschweillen oder Metall-
Schutzgas-Schweilien ist, dadurch gekennzeich-
net, dass das Verfahren die aufeinanderfolgenden
Schritte des anfanglichen Verbindens der mindes-
tens zwei Teile (2, 3) in einem Kaltformungszustand
zur Bildung einer Anordnung, nachfolgenden Héar-
tens der verbundenen Anordnung (1), wobei die ge-
hartete Stahlanordnung bei einer Temperatur zwi-
schen 80 und 100 Grad Celsius der Hartung entzo-
gen wird, umfasst.

2. Verfahren nach Anspruch 1, das ferner umfasst,
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dass mindestens eines der Teile (2, 3) vor dem Héar-
tungsprozess durch Pressen gebildet wird.

3. Verfahren nach einem der vorhergehenden Anspri-
che, wobei der Stahl Borstahl ist. 5

4. Verfahren nach einem der vorhergehenden Anspri-
che, wobei die Anordnung im Ganzen oder zum Teil
eine Fahrzeugunteranordnung bildet.

10

5. Verfahren nach Anspruch 4, wobei die Fahrzeugun-
teranordnung ein Fahrzeugsicherheitskafig (4) ist.

6. Verfahren zur Herstellung eines Fahrzeugsicher-
heitskafigs, das das Verfahren nach einem der vor- 15
hergehenden Anspriiche umfasst.

Revendications
20
1. Procédé de création d’'un ensemble en acier trempé
(1) a partir d’au moins deux piéces (2, 3), 'assem-
blage des au moins deux piéces comprenant un pro-
cédé de soudage, ledit procédé de soudage étant
un procédé parmi le soudage par points, le soudage 25
au laser et le soudage aI'arc sous protection gazeu-
se avec électrode fusible, caractérisé en ce que le
procédé comprend les étapes consécutives consis-
tant a assembler d’abord les au moins deux piéces
(2, 3) dans un état formé a froid de fagon a former 30
un ensemble, puis a tremper 'ensemble assemblé
(1), 'ensemble en acier trempé étant retiré de la
trempe a une température comprise entre 80 et 100
degrés Celsius.
35
2. Procédé selon la revendication 1, comprenant en
outre le fait qu’au moins une des pieces (2, 3) est
formée par pression avant le procédé de trempe.

3. Procédé selon 'une quelconque des revendications 40
précédentes, dans lequel ledit acier est de I'acier au
bore.

4. Procédé selon 'une quelconque des revendications
précédentes, dans lequel ledit ensemble constitue 45
entiérement ou en partie un sous-ensemble de vé-
hicule.

5. Procédé selon la revendication 4, dans lequel ledit
sous-ensemble de véhicule est une cage de sécurité 50
(4) de véhicule.

6. Procédé de fabrication d'une cage de sécurité de
véhicule comprenantle procédé selon’'une quelcon-
que des revendications précédentes. 55
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